CLAIMS 

1. A method for forming a resinous frame whereirf a 
resinous material is extruded from a die with af nozzle 
having a certain cross-sectional shape to be ytormed so as 
to have a certain cross-sectional shape substantially 
conforming to the cross-sectional shape op the nozzle, 
characterized in that an injection machine having a 
plunger is provided upstream of the di/e, the injection 
machine injects the resinous materia/1 toward the die, and 
the resinous material is extruded ithrough the die. 
2 . A method for forming a resinoiis frame wherein a 
resinous material is extruded ^rom a die with a nozzle 
having a certain cross-sectional shape to be formed so as 
to have a certain cross-sectional shape substantially 
conforming to the cross-sectional shape of the nozzle, 
characterized in that an /Lpa-ection machine is provided on 
an upstream side of tWeydie, a resinous material-, which 
is supplied through a iesinous material hopper of the 
injection machine, \M fed into a/E5lunger chamber of the 
injection macki^e bV a met^r^ing screw at a certain amount, 
the resinous material fed into the plunger chamber is 
injected toward tlie die by the plunger at a certain 
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pressure, and thfe resinous material is extruded through 
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the nozzle of the die. 
3 . The method for forming a resinous material according 
to Claim 1 or 2, characterized in that a resinous 
material fl^ow controller is provided between the 
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injection machine and the nozzle, and the reainous 
material flow controller is employed to control an 
injection amount of the resinous material/per unit time. 
4. A method for preparing a panel with/a resinous frame, 
5 wherein while relatively moving a die/for extruding a 
resinous material and a peripheral ^e^ge of a panel, a 
resinous material is extruded through a nozzle provided 
in the die and having a certain ^cross-sectional shape, 
and the extruded resinous material is formed on the 
10 peripheral edge of the panel so as to have a certain 
cross-sectional shape substantially conforming to the 

cross-sectional shape of the nozzle, characterized in 

/ 

that an injection machine/ is provided on an upstream side 
of the die, and a resinoixs material, which is supplied 

15 through a resinous maJfe^fTajT\iopper of the injection 

machine, is fed ir*to Lplunger chamber of the injection 
machine by a mel/eriila/ screw at a certain amount, and that 
while controlling an inj ectipfr^amount of the resinous 
material in response to a relative moving speed between a 

20 peripheral edge of the panel and the die, the resinous 

i 

material fed into the plunger chamber is injected toward 

the die by a plunger to be extruded onto the peripheral 

edge of the panel through the nozzle of the die. 

5. The metti'od for preparing a panel with a resinous 
/ 

25 frame according to Claim 4, characterized m that a 

resinous material flow controller is provided between the 
injection machine and the nozzle, and the resinous 
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material flow controller is employed to restrain an 
excess discharge in response to the relative moving speed 
between the panel and the die. 

6. The method for preparing a panel with a resinous 
5 frame according to Claim 4 or 5 , characterized in that 

when a portion of the panel facing yche die transfers from 
a side of the panel onto a corner /of the panel, the 
relative moving speed between the panel and the die is 
reduced, a moving speed of the plunger is reduced in 
10 response to the reduction in ttte relative moving speed to 
decrease an output amount from the nozzle per unit time, 
and that when the portion of /the panel facing the die 
transfers from the corner of the panel onto another side 
of the panel, the relative /poking speed between the panel 
15 and the die is raised, >^tfhe moving speed of the plunger is 
raised in response Jco th^ raise in the relative moving 
speed to increas/ tlje^qdtput amount jErom the nozzle per 
unit time. 

7. A method for preparing a panel with a resinous frame 
20 unified to a peripheral edge thereof, wherein a resinous 

material is extruded from a die with a nozzle having a 
certain cross-sec/ional shape to be formed so as to have 
a certain cross-sectional shape substantially conforming 
to the cross-sectional shape of the nozzle, the extruded 
25 and formed resanous material is drawn into a pressing 

member, and wjierein while relatively moving a panel and 
the pressing/ member so that the pressing member moves 
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along a peripheral edge of the panel, the extruded and 
formed resinous material is unified to the^ peripheral 
edge by the pressing member, characterized in that an 
injection machine is provided on an upstream side of the 
5 die, and a resinous material, which supplied through a 
resinous material hopper of the injection machine, is fed 
into a plunger chamber of the injection machine by a 
metering screw at a certain amount/ that while 

/ 

controlling an injection amount of the resinous material 
10 in response to a relative movingy^speed between a 

peripheral edge of the panel and the die, the resinous 
material fed into the plunger ^chamber is injected toward 
the die by a plunger to be extruded onto the peripheral 
edge of the panel through the' nozzle of the die. 
15 8. The method for preparing/ a panel with a resinous 
frame according to Claim 7,/ characterized in that a 
resinous material flow controller is provided between the 
injection machine and ti^no^zle, and the resinous 
material flow contr^ler/^6 employed to restrain an 
20 excess discharge i^j^splmse to the rei^tive moving speed 
between the panel and ythe^p^^s^irig member. 
9. The method for preparing a panel with a resinous 
frame according to Claim 7 or 8 , characterized in that 

/ 

when a portion of the panel facing the pressing member 
25 transfers from a ^ide of the panel onto a corner of the 
panel, the relative moving speed between the panel and 
the pressing member is reduced, a moving speed of the 
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plunger is reduced in response to the reduction in the 
relative moving speed to decrease an ^pu^put. amount from 
the nozzle per unit time, and that^when the portion of 
the panel facing the pressings-ember transfers from the 
corner of the panel ont^^? r side of the panel, the 
relative moving speeoTW^en the panel and the pressing 
member is raised/ :he^oVina R np e d ofjthe plunger is 
raised in response (the raise^T^he relative moving 
speed to increase the output amount from the nozzle per 
unit time. 




